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Description 

This invention relates to a composite textile fabric 
and more particularly to a composite fabric made of ei- 
ther a polyester or nylon material whose surface has 
been raised and a moisture absorbent material such as 
cotton which together act to move moisture away from 
the skin and through a garment made with the compos- 
ite fabric. 

Most textile fabric for outerwear is likely to result in 
the substantial enclosure of moisture between the wear- 
er's skin and undergarments or between the undergar- 
ments of the wearer and the outerwear. When saturation 
of moisture takes place, accumulated moisture con- 
denses and the body of the garment wearer is wetted 
such that he begins to feel uncomfortable. 

Although it is possible to use a cotton inner lining 
for a textile fabric that is suitable for outer garments, 
such as sweatshirt garments used for athletics and ex- 
ercise, the preferred inner lining presently used today 
due to its wearability, warmth and loft retention is that 
made of a polyester material. However, garments, in- 
cluding sportswear, having an inner polyester lining fail 
to have sufficient moisture transport characteristics if 
the wearer of the garment exercises for an extended 
time period. 

For instance, US-A-3250095 describes a sock for 
active participator sports, including an inner hydropho- 
bic layer and an outer hydrophilic layer. The outer layer 
is provided to retain moisture away from contact with the 
skin of the wearer. 

Accordingly, it would be desirable to provide a tex- 
tile fabric which overcomes the above disadvantages 
and which helps transport water away from the skin or 
undergarment of the wearer. 

According to a first aspect of the invention there is 
provided a composite textile fabric comprising a first fab- 
ric layer of a material selected from the group compris- 
ing polyester and nylon whose surface is raised for con- 
ducting moisture and which has been rendered hy- 
drophilic and a second fabric layer comprising at least 
34% by weight of a moisture absorbent material. Ac- 
cording to a second aspect of the invention there is pro- 
vided a method of constructing a composite textile fabric 
comprising: knitting a plaited construction comprising a 
first fabric layer of a material selected from the group 
comprising polyester and nylon and having a raised sur- 
face, and a second fabric layer comprising at least 35% 
by weight of a moisture absorbent material; and treating 
the first fabric layer in order to render the material hy- 
drophilic. Preferably, the second fabric layer is treated 
with a poiyurethane to promote resistance to pilling. 

In application, the composite textile fabric of the in- 
vention is used in a variety of garments, including sweat- 
shirts, sweat pants, underwear, bath-robes and various 
types of exercise clothing. The first fabric layer whose 
surface has been raised is worn against the skin or un- 
dergarment of the wearer. Because the polyester or ny- 



lon material of the first fabric layer is hydrophillic, mois- 
ture from the skin is quickly transported through the first 
layer and is then absorbed by the second layer of the 
composite fabric. The moisture absorbed in the second 
s fabric layer is then evaporated from the outside of the 
garment (the surface of the second fabric layer). 

Of significance is the fact that the fabric construction 
is plaited. This feature helps to create a substantial 
moisture concentration gradient between the surface of 
10 the raised polyester or nylon layer (which quickly trans- 
ports water from the skin) and the cotton layer (which 
absorbs the water from the first layer and from which the 
water is evaporated). 

Accordingly, it is an object of the invention to provide 
is an improved composite textile fabric for enhancing the 
transport of moisture away from the skin. 

It is also an object of the invention to provide an im- 
proved composite textile fabric having a plurality of pol- 
yester or nylon fibers for conducting liquid moisture. 
20 Another object of the invention is to provide an im- 
proved composite textile fabric which includes plaited 
layers for promoting the moisture concentration gradient 
between the two layers. 

A further object of the invention is to provide a com- 
25 posite textile fabric which includes an outer moisture ab- 
sorbent layer. 

Still another object of the invention is to provide a 
composite textile fabric which has a non-pilling outer lay- 
er. 

30 Yet a further object of the invention is to provide a 
composite textile fabric which includes an inner layer for 
promoting warmth. 

Still other objects and advantages of the invention 
will, in part, be obvious and will in part, be apparent from 
35 the following description. 

Reference is made to the following description, tak- 
en in connection with the accompanying drawings in 
which: 

40 Fig. 1 is a diagrammatic sectional view of a portion 
of the composite textile fabric having a terry con- 
struction; 

Figs. 2 and 3 are photographic views showing the 
45 construction of the fabric from one side; and 

Fig. 4 is a similar view from the other side. 

The composite textile fabric of the invention in- 
50 eludes a first fabric layer comprising either a polyester 
or nylon material whose surface has been raised and 
which has been rendered hydrophillic and a second fab- 
ric layer comprising at least 35% by weight of a moisture 
absorbent material. The first fabric layer and the second 
55 fabric layer are formed concurrently by knitting a plaited 
construction so that the layers are distinct and separate 
yet integrated one with the other. 

The first fabric layer comprises between about 40 
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and 70% by weight of the fabric. The second fabric layer 
comprises between about 30 and 60% by weight of the 
fabric. The amount of each fabric layer is selected based 
on the desired weight of the composite fabric, the end 
use desired of the composite fabric and the require- 
ments for transferring moisture from the polyester or ny- 
lon fleece layer to the moisture absorbent layer. The 
weight per unit area of the composite fabric is between 
about 85g/m 2 (2.5 ounces/yards 2 and 509g/m 2 (15 
ounces/yard 2 ), depending upon the end use require- 
ments for thermal protection and moisture control. 

In accordance with the invention, the construction 
of the composite fabric is such that it has a plaited effect 
- although each fabric layer is distinct and separate, 
each is integrated with the other. As a result, the com- 
posite fabric functions as a single unit. 

The composite fabric may be constructed as a warp 
or weft knit, such as a two-end fleece, three-end fleece, 
terry with regular plaiting, double terry, double needle 
raschel and tricot. 

The second layer, as stated above, must include at 
least 35% by weight of a moisture absorbent material. 
Preferably, the second layer should include at least 50% 
by weight of a moisture absorbent material. The pre- 
ferred moisture absorbent material is cotton, since it can 
absorb 2-3 times its weight of water. The yarn used for 
the second layer is typically spun from either combed or 
carded cotton. Other suitable moisture absorbent mate- 
rials include rayon and wool as well as other natural fib- 
ers and synthetics such as Hydrofil, manufactured by 
Allied Signal Inc. (described hereinafter in further detail) 
so long as the moisture absorbency of the material cho- 
sen for the second layer is greater than that of the ma- 
terial chosen for the first layer. 

In a preferred embodiment, the second fabric layer 
includes cotton as the major constituent (at least 25%, 
by weight) and other moisture absorbent materials such 
as rayon and wool as minor constituents (with the total 
amount of moisture absorbent material comprising at 
least 50% by weight). 

The surface of the first fabric layer is raised. The 
raised surface includes a plurality of polyester or nylon 
fibers for conducting liquid water therealong from the 
wearer's skin to the moisture absorbent layer. A polyes- 
ter or nylon material is chosen because it retains its loft/ 
bulk, thereby maintaining its aesthetic appeal and func- 
tionality (warmth) after repeated washings. 

Significantly, the surface of the first layer is raised 
by a conventional process such as napping. Thus, the 
first layer comprises a pile fabric, with each fiber end 
being a conductor of moisture. 

The polyester or nylon layer is either round or mod- 
ified cross-section. 0.0333 to 0.667 tex (0.3 to 6.0 de- 
nier) and either spun or filament. The layer is chemically 
treated or utilizes modified fiber so that it is rendered 
hydrophilic, as described hereinbelow. 

After constructing the composite fabric of the inven- 
tion the fabric is dyed. More particularly, the second fab- 



ric layer is dyed utilizing dyes selected from reactive 
dyestuffs, direct dyestuffs, vat dyestuffs and sulphur 
dyestuffs. 

Suitable reactive dyestuffs include Procion, manu- 
s factured by I.C.I, of Wilmington, Delaware, Basilan, 
manufactured by BASF of Charlotte, North Carolina, 
Remazol, manufactured by Hoechst of Coventry, Rhode 
Island and Levafix, manufactured by Mobay of Pitts- 
burgh, Pennsylvania. 
10 Suitable direct dyestuffs include Solophenyl, man- 
ufactured by Ciba-Geigy of Greensboro, North Carolina, 
Sinus, manufactured by Mobay and Intralite, manufac- 
tured by Crompton and Knowles of Rumford, Rhode Is- 
land. 

J5 Suitable vat dyestuffs include Indanthren, manufac- 
tured by Mobay, Palanthrene, manufactured by BASF, 
Sandothrene, manufactured by Sandoz of Fair Lawn, 
New Jersey and Intravat, manufactured by Crompton 
and Knowles. 

20 if the first fabric layer is polyester, the first fabric lay- 
er is dyed by applying standard disperse dyestuffs. Suit- 
able disperse dyestuffs include Dispersol, manufac- 
tured by I.C.I. , Sammaron, manufactured by Hoechst 
and Resolin, manufactured by Mobay. 

25 in order to render the polyester layer hydrophillic, a 
low molecular weight polyester is added to the dye bath. 
The low molecular weight polyester is chosen from Mile- 
ase T, manufactured by I.C.L, Scotch -re lease FC-226, 
manufactured by the 3-M Company of Minneapolis, Min- 

30 nesota, Zelcon, manufactured by DuPont of Wilmington, 
Delaware and Avconav S.R., manufactured by AVCO of 
Tel Aviv, Israel. 

The amount of low molecular weight polyester add- 
ed is between about 1 .75 and 2.75 weight percent based 

35 on the weight of the composite fabric. The preferred 
amount is 2.24 weight percent based on the weight of 
the composite fabric. 

When the dye bath containing the low molecular 
weight polyester is applied to the polyester layer it is ap- 

40 plied at an elevated temperature of between 12TC 
(250°F) and 135°C (275°F), with the preferred temper- 
ature being approximately 129°C (265°F). 

If instead the first fabric layer is nylon, the first fabric 
layer is dyed in an acid medium at a temperature be- 

45 tween 96°C (205°F) and 104°C (220°F). Suitable dyes 
which may be used include acid dyes including Telon 
metal complex dyes such as Isolan, manufactured by 
Mobay and metal complex dyes such as Palatin, man- 
ufactured by BASF. 

50 in order to render the nylon layer hydrophillic, a low 
molecular weight polyester is added to the dye bath. 
Suitable low molecular weight polyesters include 
Scotchrelease F-248, manufactured by 3-M and Mile- 
ase T manufactured by I.C.I. Addition of the low motec- 

55 ular weight polyester to the dye bath is the same as to 
the dye bath used for the polyester layer. 

Alternatively, a chemically modified nylon such as 
Hydrofil, a Nylon 6 copolymer, manufactured by Allied 
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Signal Inc. of Petersburg, Virginia, which is hydrophillic 
and does not require any chemical treatment, may be 
used. 

By using a chemically modified fiber or by chemi- 
cally treating the first fabric layer, the layer is rendered 
substantially hydrophillic. As a result, the transport of 
water from the raised surface of the first fabric layer to 
the moisture absorbent layer is substantially enhanced 
liquid moisture is made readily transportable along the 
surface of each polyester or nylon fiber. 

In order to promote the non-pilling characteristics of 
the moisture absorbent layer, the face of the layer is 
coated with an aliphatic-polyester polyurethane blend. 
Unlike some urethanes which interfere with moisture re- 
moval ability, the particular blend chosen is one that will 
not affect the absorbency of the layer. Suitable aliphatic- 
polyester polyurethane blends include Rezthane, man- 
ufactured by C.N.C. of Woonsocket, Rhode Island, Per- 
muthane UE74-325, manufactured by Permuthane 
Coatings of Peabody, Massachusetts and Goodrich U- 
66, manufactured by BF Goodrich of Avon Lake, Ohio. 

In order to further illustrate the composite fabric of 
the invention, the following Example is provided. 

Example 

A composite fabric made in accordance with the in- 
vention was knit on a circular knitting machine with a 
terry construction, 0.905 wales/mm (23 wales/inch) and 
1.18 courses/mm (30 courses/ inch). The composite 
fabric had a moisture absorbent layer comprising 90% 
cotton and 10% rayon, 26/1 ring-spun yarn. The com- 
posite fabric also had a polyester layer comprising 1 00% 
0.244 tex (2.2 denier) polyester, 16.7 tex (150 denier) 
textured yarn. The polyester layer comprised 61% by 
weight, while the moisture absorbent layer comprised 
39% by weight. The weight per unit area of the compos- 
ite fabric was 325.5g/m 2 (9.6 ounces/yards 2 ). As part of 
manufacture, the moisture absorbent layer was dyed 
with a reactive dye. 

In order to render the polyester layer hydrophillic, 
Scotchrelease FC-226 was added to a disperse dye 
bath in the amount of 2.25% by weight based on the 
weight of the composite fabric, applied to the polyester 
layer at a temperature of 129°C (265°F). 

Thereafter, the face of the polyester layer was 
raised by napping. Then, the face of the moisture ab- 
sorbent layer was coated with Rezthane in the amount 
of 4.5% by weight based on the weight of the fabric. 

A composite fabric made in accordance with the in- 
vention will have the following characteristics after 30 
washings conducted according to the AATCC Test 
Method 1 35 as follows: 

1 . Moisture vapor Transfer - this measures how ef- 
fectively moisture is passed through the fabric. The 
ASTM E96 upright cup method is utilized. In con- 
nection with the Example, the moisture vapor trans- 



fer rate was calculated to be 1 ,068 grams/meter 2 / 
24 hours. 

2. Pilling - pilling was evaluated by conducting tests 
5 under the ASTM E3512 standard. The fabric is 
caused to form typical pills by random rubbing mo- 
tions produced by tumbling fabric specimens in a 
cylindrical test chamber lined with a mildly abrasive 
material. On a scale of 1 to 5 worst to best, in con- 
io nection with the Example, the pilling rating was 
evaluated to be 4. 

A significant aspect of the inventive composite fab- 
ric is that there is nothing interposed between the first 

15 fabric and moisture absorbent layers. These layers are 
formed concurrently by knitting a plated construction so 
that the layers are distinct and separate yet integrated 
one to the other. Together the layers act to move mois- 
ture away from the skin and through a garment made 

20 with the composite fabric by the creation of a moisture 
concentration gradient (see Fig. 1). Evaporation into the 
exposed air from the surface of the moisture absorbent 
layer sets up the gradient which serves as the driving 
force to move or transport the moisture through the fab- 

25 ric. 

It will thus be seen that the objects set forth above 
and those made apparent from the preceding descrip- 
tion are efficiently attained and since certain changes 
may be made in the product set forth above without de- 
30 parting from the spirit and scope of the invention, it is 
intended that all matter contained in the above descrip- 
tion shall be interpreted as illustrative and not in a limit- 
ing sense. 

It is also to be understood that the following claims 
35 are intended to cover all of the generic and specific fea- 
tures of the invention herein described and all state- 
ments of the scope of the invention which, as a matter 
of language, might be said to fall therebetween. 

40 

Claims 

1. A composite textile fabric comprising a first fabric 
layer of a material selected from the group compris- 
es jng polyester and nylon whose surface is raised for 

conducting moisture and which has been rendered 
hydrophilic and a second fabric layer comprising at 
least 34% by weight of a moisture absorbent mate- 
rial. 

so 

2. The fabric of claim 1 , wherein said material is poly- 
ester. 

3. The fabric of claim 1 or 2, wherein the first fabric 
55 layer and the second fabric layer are formed con- 
currently by knitting a plaited construction. 

4. The fabric of any preceding claim, wherein said sec- 
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ond fabric layer is treated with a polyurethane to 
promote resistance to pilling. 

5. The fabric of claim 4, wherein the polyurethane is 
an aliphatic-polyester polyurethane. 

6. The fabric of claim 5, wherein said aliphatic polyes- 
ter polyurethane is coated along said second layer 
in an amount between about 3.75 and 5.75 weight 
percent based on the weight of the fabric. 

7. The fabric of any preceding claim, wherein the sec- 
ond fabric layer comprises at least 25% cotton by 
weight. 

8. The fabric of any preceding claim, wherein said sec- 
ond fabric layer further comprises at least 50% by 
weight of a moisture absorbent material. 

9. The fabric of any preceding claim, wherein said 
moisture absorbent material is selected from the 
group comprising cotton, rayon and wool. 

1 0. The fabric of claim 9, wherein said moisture absorb- 
ent material is cotton. 

1 1 . The fabric of any preceding claim, wherein said fab- 
ric has a construction selected from the group com- 
prising two-end fleece, three-end fleece, terry with 
regular plating, double terry, double needle raschel 
and tricot. 

12. The fabric of any preceding claim, wherein the first 
fabric layer comprises between about 40 and 70% 
by weight of the fabric and said second fabric layer 
comprises between about 30 and 60% by weight of 
the fabric. 

1 3. The fabric of any preceding claim, wherein said fab- 
ric has a weight per unit area of between about 
84.8g/m 2 (2.5 ounces/ yards 2 ) and 848g/m 2 (25 
ounces/yards 2 ). 

14. The fabric of any preceding claim, wherein each of 
the fabric layers is treated with a dye after construc- 
tion. 

15. The fabric of any preceding claim, wherein said first 
fabric layer material includes a low molecular 
weight polyester in an amount between about 1.75 
and 2.75 weight percent based on the weight of the 
composite fabric for rendering said material hy- 
drophillic. 

16. A method of constructing a composite textile fabric 
comprising: knitting a plated construction compris- 
ing a first fabric layer of a material selected from the 
group comprising polyester and nylon and having a 



raised surface, and a second fabric layer compris- 
ing at least 35% by weight of a moisture absorbent 
material; and treating the first fabric layer in order 
to render the material hydrophillic. 

5 

17. The method of claim 16, wherein said treating step 
comprises adding a low molecular weight polyester 
to said first fabric layer in an amount between about 
1 .75 and 2.75 weight percent. 

10 

18. The method of claim 16 or 17, further including the 
step of coating the second fabric layer with a poly- 
urethane to promote resistance to pilling. 

is 19. The method of any one of claims 16 to 18, further 
including the step of treating each of the fabric lay- 
ers with a dye. 

20. The method of claim 19, further including the step 
20 of adding a low molecular weight polyester to the 
dye for treating the first fabric layer. 



Patentanspruche 

25 

1. Verbund-Textilstoff, umfassend eine erste Stoff - 
schicht aus einem Material, das aus der Polyester 
und Nylon umfassenden Gruppe gewahlt ist, des- 
sen Oberflache zum Leiten von Feuchtigkeit erha- 
30 ben ist und das hydrophil gemacht worden ist, und 
eine zweite Stoffschicht, welche mindestens 34 
Gew.-% eines feuchtigkeitsabsorbierenden Materi- 
als umfaftt. 

35 2. Stoff nach Anspruch 1 , wobei das Material Poly- 
ester ist. 

3. Stoff nach Anspruch 1 Oder 2, wobei die erste Stoff- 
schicht und die zweite Stoffschicht gleichzeitig 

40 durch Wirken bzw. Stricken einer geflochtenen bzw. 
gefalteten Konstruktion gebildet sind. 

4. Stoff nach einem der vorangehenden Anspruche, 
wobei die zweite Stoffschicht mit einem Polyu- 

45 rethan behandelt ist, urn die Bestandigkeit gegen- 
uber Pillingbildung zu erhohen. 

5. Stoff nach Anspruch 4, wobei das Polyurethan ein 
Polyurethan auf Basis eines aliphatischen Poly- 

so esters ist. 

6. Stoff nach Anspruch 5, wobei das Polyurethan auf 
Basis eines aliphatischen Polyesters entlang der 
zweiten Schicht in einer Mengezwischen etwa 3,75 

55 und 5,75 Gew.-%, bezogen auf das Gewicht des 
Stoffs, aufbeschichtet ist. 

7. Stoff nach einem der vorangehenden Anspruche, 
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wobei die zweite Stoffschicht mindestens 25 Gew.- 
% Baumwolle umfaGt. 

8. Stoff nach einem der vorangehenden Anspruche, 
wobei die zweite Stoffschicht weiterhin mindestens 
50 Gew.-% eines feuchtigkeitsabsorbierenden Ma- 
terials umfaBt. 

9. Stoff nach einem der vorangehenden Anspruche, 
wobei das feuchtigkeitsabsorbierende Material aus 
der Baumwolle, Rayon und Wolle umfassenden 
Gruppe gewahlt ist. 

10. Stoff nach Anspruch 9, wobei das feuchtigkeitsab- 
sorbierende Material Baumwolle ist. 

11. Stoff nach einem der vorangehenden Anspruche, 
wobei der Stoff einen Aufbau bzw. eine Konstrukti- 
on aufweist, die aus der Zweiend-Vlies, Dreiend- 
Vlies, Frottee mit regelma&iger Flechtung, Doppel- 
frottee, Doppelnadelraschelware und Trikot umfas- 
senden Gruppe gewahlt ist. 

12. Stoff nach einem der vorangehenden Anspruche, 
wobei die erste Stoffschicht zwischen etwa 40 und 
70 Gew.-% des Stoff s ausmacht und die zweite 
Stoffschicht zwischen etwa 30 und 60 Gew.-% des 
Stoffs ausmacht. 

13. Stoff nach einem der vorangehenden Anspruche, 
wobei der Stoff ein Gewicht pro Flacheneinheit zwi- 
schen etwa 84, 8 g/m 2 (2.5 ounces/yards 2 ) und 848 
g/m 2 (25 ounces/yards 2 ) aufweist. 

14. Stoff nach einem der vorangehenden Anspruche, 
wobei jede der Stoff schichten nach dem Aufbau mit 
einem Farbstoff behandelt ist. 

15. Stoff nach einem der vorangehenden Anspruche, 
wobei das Material der ersten Stoffschicht einen 
niedermolekulargewichtigen Polyester in einer 
Menge zwischen etwa 1,75 und 2,75 Gew.-%, be- 
zogen auf das Gewicht des Verbundstoffs, enthalt, 
urn das Material hydrophil zu machen. 

16. Verfahren zum Aufbauen eines Verbund-Textil- 
stoffs, umfassend: Wirken einer geflochtenen bzw. 
gefalteten Konstruktion, umfassend eine erste 
Stoffschicht aus einem Material, das aus der Poly- 
ester und Nylon umfassenden Gruppe gewahlt ist 
und eine erhabene Oberflache aufweist, und eine 
zweite Stoffschicht, umfassend mindestens 35 
Gew.-% eines feuchtigkeitsabsorbierenden Materi- 
als; und Behandeln der ersten Stoffschicht, urn das 
Material hydrophil zu machen. 

17. Verfahren nach Anspruch 16, wobei der Behand- 
lungsschritt die Zugabe eines niedermolekularge- 



wichtigen Polyesters zu der ersten Stoffschicht in 
einer Menge zwischen etwa 1 ,75 und 2,75 Gew.-% 
umfaBt. 

s 18. Verfahren nach Anspruch 16 Oder 17, umfassend 
weiterhin den Schritt des Beschichtens der zweiten 
Stoffschicht mit einem Polyurethan, urn deren Be- 
standigkeit gegenOber Pillingbildung zu erhdhen. 

10 1 9. Verfahren nach einem der Anspruche 1 6 bis 1 8, um- 
fassend weiterhin den Schritt des Behandelns jeder 
der Stoffschichten mit einem Farbstoff. 

20. Verfahren nach Anspruch 19, umfassend weiterhin 
75 den Schritt des Zugebens eines niedermolekular- 
gewichtigen Polyesters zu dem Farbstoff fur die Be- 
handlung der ersten Stoffschicht. 



20 Revendications 

1. Textile composite comprenant une premiere cou- 
che de tissu d'un matSriau selectionne dans le grou- 
pe comprenant du polyester et du nylon dont la sur- 
25 face est surelev6e pour acheminer I'humidite, cette 
couche ayant ete~ hydrophile, et une seconde cou- 
che de tissu contenant au moins 34 % en poids d'un 
materiau absorbant I'humidite. 

30 2. Tissu selon la revendication 1 , dans lequel le ma- 
teriau est du polyester. 

3. Tissu selon I'une des revendications 1 ou 2, dans 
lequel la premiere couche de tissu et la seconde 

35 couche de tissu sont formees simultanement en tri- 
cotant une structure tressee. 

4. Tissu selon I'une quelconque des revendications 
precedentes, dans lequel iadite seconde couche de 

40 tissu est traitee par un polyurethanne pour augmen- 
ter sa resistance au "peluchage" 

5. Tissu selon la revendication 4, dans lequel le poly- 
urethanne est un polyurethanne de polyester ali- 

45 phatique. 

6. Tissu selon la revendication 5, dans lequel le poly- 
urethanne de polyester aliphatique est enduit sur 
Iadite seconde couche en quantite comprise entre 

50 3,75 et 5,75 % en poids du tissu. 

7. Tissu selon I'une quelconque des revendications 
precedentes, dans lequel la seconde couche de tis- 
su contient au moins 25 % de coton en poids. 

55 

8. Tissu selon I'une quelconque des revendications 
precedentes, dans lequel Iadite seconde couche 
contient encore au moins 50 % en poids d'un ma- 
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t6riau absorbant I'humidite. 

9. Tissu selon Tune quelconque des revendications 
precedentes, dans lequel ledit materiau absorbant 
I'humidite est s6lectionne dans le groupe compre- 
nant le coton, la rayonne et la laine. 

10. Tissu selon la revendication 9, dans lequel ledit ma- 
teriau absorbant I'humidite est du coton. 

11. Tissu selon i'une quelconque des revendications 
precedentes, dans lequel ledit tissu a une construc- 
tion selectionnde dans le groupe comprenant du 
molleton a deux extremes, du molleton a trois ex- 
tremes, du tissu eponge avec un doublage r6gu- 
lier, du tissu eponge double, du tricot a double 
aiguilles. 

12. Tissu selon Tune quelconque des revendications 
precedentes, dans lequel la premiere couche de tis- 
su const itue entre 40 et 70 % en poids de la total ite 
du tissu et en ce que ladite seconde couche de tissu 
constitue entre 30 et 60 % en poids de la totality du 
tissu. 

13. Tissu selon I'une quelconque des revendications 
precedentes, dans lequel ledit tissu a un poids par 
unite de surface compris entre 84,8 g/m 2 (2.5 on- 
ces/yard 2 > et 848 g/m 2 (25 onces/yard 2 ). 

14. Tissu selon I'une quelconque des revendications 
precedentes, dans lequel chacune des couches de 
tissu est traitee par une teinture apres preparation. 

15. Tissu selon I'une quelconque des revendications 
precedentes, dans lequel ledit materiau de la pre- 
miere couche contient un polyester a faible poids 
moleculaire en quantite comprise entre 1 ,75 et 2,75 
% en poids du tissu composite pour rendre ledit ma- 
teriau hydrophile. 

16. Precede de preparation d'un textile composite con- 
sistant a : tricoter une structure doublee compre- 
nant une premiere couche de tissu en un materiau 
selectionne dans le groupe comprenant du polyes- 
ter et du nylon dont la surface est surSlevee, et une 
seconde couche de tissu comprenant au moins 35 
% en poids d'un materiau absorbant I'humidite ; et 
a traiter la premiere couche de tissu pour rendre le 
materiau hydrophile. 

17. Precede selon la revendication 16, dans lequel la- 
dite operation de traitement consiste a ajouter un 
polyester de faible poids moleculaire a ladite pre- 
miere couche en quantity comprise entre 1,75 et 
2,75 % en poids. 

18. Precede selon I'une des revendications 16 ou 17, 



comprenant encore I'operation d'enduction de la 
seconde couche de tissu d'un polyurethanne pour 
augmenter la resistance au "peluchage". 

s 19. Proc6d6 selon Tune des revendications 16 a 18, 
comprenant encore I'operation de traitement de 
chacune des couches du tissu avec une teinture. 

20. Proc6d6 selon la revendication 19, comprenant en- 
10 core I'operation d'addition d'un polyester de faible 
poids moleculaire a la teinture de traitement de la 
premiere couche de tissu. 
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